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Description 

Technical Field 

The present invention relates to multilayer absorb- 
ent products and articles of the type incorporaing two or 
more sheets of backing or containing materials between 
which absorbent materials in fibre, granule or powder 
form are sandwiched. 

More particularly the present invention relates to a 
process and an apparatus for manufacturing an inter- 
mediate absorbent product, to be used in manufacturing 
finished or final absorbent articles, such intermediate 
product being formed by adjacent "absorbent cores" 
connected to each other by the sheets and being indi- 
vidually separable by slitting. The absorbent materials 
can be either conventional and well known materials, or 
the newer high-absorbency materials, such as the so 
called Super Absorbent Polymers (SAP). 

The invention further relates to finished absorbent 
articles that are not to be re-used, i. e. to be disposed of 
after use, that incorporate products in accordance with 
the invention as a main absorbent core or pad, and that 
are obtained through conventional processes, e. g. by 
adding to such intermediate product cores one or more 
additional absorbent layers and/or containing sheets. 
Examples of such articles made up by two or more lay- 
ers with a multiple structure are for example, feminine 
hygiene absorbents, infant diapers, incontinent briefs, 
absorbent sheets for foodstuff packaged in trays such 
as poultry, and more in general absorbent cloths for 
both household and industrial use. 

For a better understanding of the invention, as used 
herein, the term "absorbent article" refers to a finished 
absorbent item that is ready to be used such as, for 
example, a flat sanitary towel, a diaper or a suitably 
dimensioned and shaped sheet adapted to be inserted 
in trays containing foodstuff. 

On the other hand, as used herein, the term 
"absorbent product" - which is more directly related to 
the present invention - refers to a continuous absorbent 
web or ribbon of composite material, from which the fin- 
ished absorbent articles are produced by adding further 
layers and/or sheets and by transversally and/or longitu- 
dinally cutting. The portion of the product used in an 
individual article is also referred to as absorbent core. 

Background Art 



For manufacturing absorbent articles there are 
known the so-called "on line" processes, in which a con- 
tinuous web is manufactured from which the article is 
cut out with as a segment of the desired length. These 
processes are typically employed for disposable articles 
such as baby diapers and feminine hygiene products. 
This kind of products incorporates cellulose fibres and 
superabsorbent polymers (SAP) either in fibre or pow- 
der form, that are blended up or arranged to form one or 
more layers, with the absorbent materials being sand- 



wiched between sheets of tissue paper or the like, 
peripherally folded and bonded, or glued on such 
sheets and forming one or more layers. More particu- 
larly, in feminine hygiene products. SAP powders are 
5 bonded onto cellulose-based substrates (i.e. air-laid 
paper) and afterwards enveloped or wrapped by the 
substrates. 

This process has the disadvantage of a limited 
width of the absorbent product, generally narrower than 

10 600 mm, and of a poor flexibility since only a limited 
number of article configurations can be obtained. The 
number of layers in the absorbent article is limited, typi- 
cally only one layer is provided when using SAP pow- 
ders, and moreover such powders have to be 

is encapsuled, which causes further technical restrictions. 
Moreover, this known process is quite difficult to be 
modified to cope with future production requirements 
since even small modifications of the article involve sub- 
stantial process changes with the associated high levels 

20 of investment and cost Further, in many cases line 
modifications are unfeasible due either to existing space 
restraints or to the complexity of the employed process, 
or in case to a relative complexity of the desired product. 
According to another known process, the absorbent 

25 article is manufactured through a separate (off line) 
process which delivers large sheets of laminated or 
composite material from which the desired absorbent 
articles are formed by slitting. 

These composite or laminated sheets are formed 

30 from a large variety of components and/or materials. 
Typically, sheets of different materials such as, for 
example, tissue-paper and air-laid paper, nowovens 
fabrics of different types, synthetic films and the like are 
joined together by thermal, chemical and/or mechanical 
35 bonding means. In case SAP materials are used, either 
as powders or fibres, they are evenly or randomly dis- 
tributed over the supporting fabrics or included between 
them. 

Although the so obtained products can have a con- 
40 siderable width (over 1 ,000 mm), nevertheless this kind 
of processn has other disadvantages. 

More particularly, when such laminated products 
are further treated or slit down to form articles that are 
smaller or have particular configurations, their edges 
45 cannot be protected any longer, nor joined together for 
effectively retaining the powders or the fibres that can 
migrate in large amount out of the absorbing portion 
until reaching the external surface of the finished article, 
which renders the products totally unacceptable for san- 
so rtary purpose and in the food industry. 

Furthermore, all of these processes have a reduced 
absorbing capacity, particularly when SAP materials in 
ffore, granule or powder form are used. As it is well 
known, these materials exhibit their highest absorbency 
55 in a loose condition, i.e. when they are neither made 
adhered to supporting sheets, nor compressed by a cal- 
endering. On the other hand the absorbent materials 
must remain in their designated areas of use, which 
requires a certain degree of fixing or bonding between 
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the materials and the substrates. The two requirements 
are conflicting with each other, so that the products (and 
the articles) presently obtained by the known processes 
are in general unsatisfactory, the more so when SAP 
materials are being used. 5 

WO-A-91/01217 discloses a process for manufac- 
turing a continuous web comprising a core of absorbent 
material placed between first and second cover sheets 
for making a launderable towel. The process provides 
for depositing onto a face sheet fed from a feeding reel, 10 
an absorbent core comprising a mixture of fibers, at 
least one of which being heat bondable, and heating the 
core so as to fuse said core and bond it to facing sheet, 
and bonding by roll-embossing the concerned areas 
along the peripheral edges of the article to be formed, is 
and then separating the single towels from each other. 

Disclosure of the Invention 

An object of the present invention is to provide a 20 
process that overcomes the above-mentioned limita- 
tions and shortcomings of the prior art, and more partic- 
ularly that allows to achieve, by means of an off-line 
process, intermediate multilayer absorbent products, 
incorporating powders or fibres or granules of absorb- 2s 
ent materials, which products may also be of small size, 
with the maximum design flexibility and without appreci- 
able additional costs for modifying the shape or the 
structure of the absorbent article. 

Another object of the invention is to provide an 30 
apparatus for manufacturing an absorbent product of 
the afore-mentioned type that is simple and flexible, with 
the absorbent articles that are easily obtained from 
such intermediate product. 

A further object of the invention is to provide a final 35 
absorbent article of the above-mentioned type, obtained 
from an intermediate absorbent product wider than 
1,000 mm by slitting portions with the desired size, and 
with a thickness depending on the number of the layers 
and the configurations selected for the incorporated 40 
absorbent material. 

These objects are accomplished by the invention 
thanks to the characteristics recited by the claims 1, 9 
and 12, respectively, whereas other advantageous fea- 
tures are the objects of the dependent claims. 45 

The process and apparatus of the present invention 
offer to the manufacturer of absorbent articles an 
extended variety of choice in developing and producing 
absorbent articles, substantially without any additional 
cost for modifying the production plant. so 

According to the invention, the layers of absorbent 
material are kept in the desired locations and in accord- 
ance with the selected pattern, by longitudinally glueing 
together the sheets containing them, and by a partial 
glueing thereof (to the supporting sheets) thanks to a 55 
bonding agents blended with the absorbent material. 

The article according to the invention which is 
obtained from the intermediate product has a high flexi- 
bility of design in respect of the distribution of the 



absorbent materials between the containing sheets, as 
well as a high flexibility in respect of the structure which 
can comprise up to five containing sheets. Finally, in the 
intermediate product which is preferably stored in rolled 
form, each portion intended to form the absorbent core 
of an article will be separated from the adjacent one by 
a bonding line. 

The invention will be now described with reference 
to preferred but not limiting embodiments, illustrated in 
the attached drawings, in which: 

Fig. 1 schematically shows an embodiment of an 
apparatus for manufacturing intermediate absorb- 
ent products comprising three sheets for containing 
absorbent material; 

Fig. 2 shows an embodiment of the absorbent 
material dispenser; 

Fig. 3 is a perspective view, partially cross-sec- 
. tioned, showing a portion of a product obtained in 
accordance with the process of the invention; 
Fig. 4 is a perspective view of a single absorbent 
core of the intermediate product according to the 
invention; 

Figs. 5A to 5C are cross-section views showing 
possible embodiments of the absorbent articles 
manufactured according to the invention. 

With reference to Fig. 1 , the manufacturing appara- 
tus according to the invention comprises a production 
line 12 fed by three reels 10, 20 and 30 of a web-like 
containing and supporting material 1 , 2 and 3, respec- 
tively. Each webs is indicativeiy larger than 1000 mm 
and its width is a function of the specific applications. 

Onto the web material 1 fed from reels 10, an 
amount of absorbent material 5 is deposited in accord- 
ance with predetemined configurations or patterns at a 
depositing station 15. The deposition is achieved by 
means of a dispenser 6 comprising two containers 6A 
and 6B arranged in sequence from which the materials 
are being poured. 

The material of each supporting sheet 1, 2 and 3 
can be any well-known conventional material used in 
the manufacture of absorbent articles, such as a sub- 
strate of woven fabric, of nonwoven fabric or felt, of cel- 
lulose-based materials, e.g. a cellulose air-laid or wet- 
laid material, in case provided with perforations, or tis- 
sue paper, or a synthetic film either perforated or not. 
The density of each fabric is preferably in a range from 
10g/m 2 to 300g/m 2 . 

The dispenser 6 is provided with two hopper- 
shaped containers 6A and 6B, disposed side by side 
along the machine direction and capable of laying pre- 
determined amounts of absorbent material 5, either in 
powder, fibre or granulate form, onto the underlying 
sheet 1. 

The absorbent material 5 can be either a single 
absorbent material or a blend of absorbent materials, 
that is capable of turning into a gel upon being wetted, 
and thus to retain large amounts of liquids with respect 
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to its own original volume. 

Preferred materials in this respect are the so-called 
Super Absorbent Polymers or SAP, in particles, pow- 
ders or elongated fibres form, however, according to the 
invention other known absorbent materials can be used, 
both in powders and fibres form. Typically, the size of 
the particles in a powder material are in a range of 40 to 
1,400 microns, whereas above such upper limit, they 
are more properly referred to as granules or fibres. 

The density of the deposited absorbent material, 
measured in the product and with respect to the depos- 
ited areas, is preferably from 1 0/g/m 2 to 1 ,000 g/m 2 . 

According to a preferred embodiment of this inven- 
tion, and with particular reference to Fig. 2 showing the 
dispenser, the absorbent material 5 is blended in 
advance with a bonding agent 4, in particle fibre or pow- 
der form, which can be activated by application of heat. 
Such bonding agent 4 is either a thermoplastic polymer 
such as polypropylene, polyethylene, ethylene vinyl 
acetate or other synthetic or natural bonding agent. The 
amount of the bonding age is from 3% to 30% by weigth 
of the absorbent material 5. The blending takes place in 
a mixer 1 5 fed with suitable flow rates of the substances 
through tubes 1 3 and 1 4, and the mixer in turn feeds the 
two dispensers 6A and 6B through a tube 16. 

According to an alternative embodiment of the 
present invention (not shown), the absorbent material 
and the bonding agent are deposited as two separate 
layers, by separately feeding the two dispensers, i. e. 
one with the absorbent material and the other with the 
bonding agent. In case the absorbent material is fed to 
the container 6A, that is located upstream of dispenser 
6B, the bonding agent layer is formed above the absorb- 
ent material, whereas in the opposite case the bonding 
agent layer is directly deposited over the support 1 . 

Immediately downstream of the deposition station 
15, rollers 7A, 7B are provided for locally removing the 
SAP or other absorbent material in order to form desired 
patterns or configurations of the absorbent material 
adapted to improve the absorbing effect. Then the web 
1 passes through a sticking station 25 provided with 
means 8 for applying heat such as, for example, an 
infrared oven, or heaters capable of blowing hot air, or 
other known devices. 

According to a further embodiment, the means 8 
are adapted to direct hot steam onto the web 1 to acti- 
vate the surface of the deposited absorbent material 5, 
thus rendering the material tacky, and in this case no 
bonding agent is deposited on web 1 . 

At a subsequent glueing station a dispenser 9 
applies longitudinal lines or stripes 11 of an adhesive 
material onto the web 1. The material forming such 
adhesive strip 1 1 can be a so called hot-melt comprising 
various material, such as APR SBS, SEBS, SIS, EVA, 
etc.. or a cold glue, such as a dispersion of various 
material, e.g. SBS, natural rubber, etc, or even a sol- 
vent-based or a two-components adhesive system. The 
amount of adhesive is a function of the type of adhesive 
used, however it is generally comprised between 0.2 



and 20 g/meter. 

Downstream of the dispenser 9, two calibrating or 
pressure rollers 18 join together the web-like sheet 2 
from reel 20 and the sh 1 1 , thus covering and enclos- 

5 ing between them the absorbent materials 5 without any 
appreciable compression thereof. The joining of the two 
sheets occurs along the adhesive strips 1 1 . 

Downstream of the rollers 18, the apparatus pro- 
vides for an arrangement that is substantially similar to 

w the one already illustrated, with a deposition station, 
rollers for locally removing the SAP material, a sticking 
station and a glueing station that are substantially simi- 
lar to the previous ones and therefore will not be further 
described. 

is At the end of this second portion of the apparatus in 
which it is further provided the joining together of the 
assembly 1 -5-1 1 -2 with the web-like sheet 3 by means 
of calibrating rollers 19, in the embodiment shown by 
Fig. 1 an intermediate absorbent product 21 is obtained. 

20 Downstream of rollers 19, cutters 22 (e.g. a comb- 
shaped blade) are disposed for longitudinally slitting 
and dividing the product into narrower composites, that 
are subsequetly winded in rolls, one of which being des- 
ignated by numeral 24. The longitudinal slits oocurr 

25 along the internal strips 1 1 . 

The apparatus according to the invention can of 
course comprise more than three feeding reels, with the 
corresponding plant portions 6-7-8-9, in order to manu- 
facture products (and therefore articles) with more than 

30 three supporting and containing sheets. 

Figures 3 to 5 show cross-section views of the 
structure of some absorbent products manufactured 
according the invention, with the same numerals of Fig. 
1 being used for designating equal or similar compo- 

35 nents. 

Fig. 3 shows a cross-sectioned perspective view of 
a product manufactured through the apparatus of Fig. 1 , 
comprising patterns of the absorbent material 5 sand- 
wiched between containing sheets 1, 2 and 3 and adhe- 

40 sive strips 1 1 longitudinally located therebetween. In the 
Figure the absorbent product has not yet been slit to 
form the individual absorbent articles. 

The absorbent material patterns (and in case of the 
bonding agent blended therewith) are schematically 

45 shown as rectangular, however within such general out- 
line it is possible to obtain inner areas of desired shape 
without the absorbent material which has been 
removed, e.g. by suction. 

Fig. 4 shows a perspective view the structure of a 

so individual absorbent which has been longitudinally slit 
from the product, and includes a pattern 5 of absorbent 
material incorporating the bonding agent, sandwiched 
or encapsulated between two sheets 1 , 2 and laterally 
closed by adhesive strips 1 1 . 

55 Figs. 5A to 5C show some possible embodiments of 
absorbent articles according to the invention, in which 
are used the same numerals of the previous Figures. 

It is to be noted that thanks to the invention it is pos- 
sible to obtain either uniform layers or random layers of 
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absorbent material, as well as areas without absorbent 
material that form gaps designated with 22. These gaps 
or hollow spaces can extend either for the whole width 
of the product or the article (Fig. 5B), or only for a part 
thereof (Fig. 5A), so as to form preferred passages for 
the liquids to be absorbed by the material 5. 

Claims 

1 . A process for manufacturing a continuous web-like 
intermediate absorbent product comprising an 
absorbent material in powder, granule or fibre form, 
placed between containing sheets, characterized in 
that it comprises the steps of: 

a. depositing onto a web-like supporting sheet 
(1) fed from a feeding reel (10), a predeter- 
mined pattern of absorbent material (5) in pow- 
der, granule or fibre form; 

b. bonding, by means of heat, said deposited 
absorbent material (5) to the supporting sheet 

(1); 

c. depositing longitudinal strips (11) of an 
adhesive material onto said web-like sheet (1); 

d. applying at least a further web-like sheet (2) 
over the assembly joining said further sheet (2) 
to the former in correspondence of said adhe- 
sive strips (1 1) by compression; . 

e. if required, carrying out one or more times 
the steps from a^ to d using the latest applied 
web-like sheet (2) as supporting sheet; 

f. longitudinally slitting the web-like composite 
assembly (21) so obtained, and 

g. separately winding into rolls (24) the nar- 
rower webs so obtained which comprise adja- 
cent absorbent cores. 

2. A process as claimed in claim 1, characterized in 
that said absorbent material (5) is deposited after 
being blended with a bonding agent (4) in powder, 
granule or fibre form, said agent being activated 
(i.e. rendered tacky) by applying heat. 

3. A process as claimed in claim 2, characterized in 
that said bonding agent (4) comprises a thermo- 
plastic polymer. 

4. A process as claimed in claim 3, characterized in 
that said thermoplastic polymer is selected from the 
group formed by polypropylene, polyethylene and 
ethylene vinyl acetate. 

5. A process as claimed in claim 1 , characterized in 
that a bonding agent (4) that can be activated by 
applying heat is deposited in form of powder, gran- 
ules or fibres and with the same pattern of the 
absorbent material, directely over the supporting 
sheet (1, 2, 3), or over an already deposited 
absorbent material (5). 
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i. A process as claimed in claim 1, characterized in 
that in order to bond the absorbent material (5) to 
the supporting sheet (1), the surface of the absorb- 
ent material (5) is activated by means of steam that 
renders the material tacky. 

r. A process as claimed in claims 1 to 6, characterized 
in that said absorbent material, in powder, granule 
or fibre form, includes at least one superabsorbent 
polymer (SAP). 

3. A process as claimed in claims 1 to 7, characterized 
in that the material of said supporting sheets (1, 2, 
3) is selected from the group of woven fabric, non- 
woven fabric, synthetic film, tissue paper, air-laid 
paper. 

9. An apparatus for manufacturing a web-like interme- 
diate absorbent product (21) including absorbent 
materials in powder, granule or fibre form, sand- 
wiched between supporting sheets, characterized 
in that it comprises: 

- at least two feeding reels (10. 20, 30) of a web- 
like supporting material (1 , 2, 3); 

- at least one dispenser (6) for depositing a pre- 
determined pattern of absorbent material (5) in 
powder, granule or fibre form onto a web-like 
material sheet (1 , 2) unrolled and fed from one 
of said reels; 

■ means (8) supplying heat for bonding said 
absorbent material (5) to said said sheet (1 . 2) 
onto which it has been deposited; 

- dispensing means (9) for depositing longitudi- 
nal strips (1 1) of an adhesive material onto said 
web (1,2); 

- pressure means (18, 19) for applying a further 
web-like sheet (2, 3) and joining it to the previ- 
ous one; 

- one or more cutters (22) for longitudinally divid- 
ing the so obtained web product (21) into nar- 
rower composite webs; 

- gathering means for winding into rolls (24) said 
narrower composite webs comprising adjacent 
absorbent cores. 

10. An apparatus as claimed in claim 9. characterized 
in that said dispenser (6) delivers a blend formed of 
an absorbent material (5) and a bonding agent (4). 

11. An apparatus as claimed in claim 9 or 10, charac- 
terized in that it comprises means (7A, 7B) for 
selectively and locally removing said absorbent 
material (5) in order to obtain desired patterns of 
said absorbent material (5). 

Patentanspruche 

1. Verfahren zum Herstellen eines kontinuierlichen 
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bahnfOrmigen Absorptionszwischenproduktes mit 
einem Absorptionsmaterial in Pulver-, Granulat- 
oder Faserform, angeordnet zwischen enthalten- 
den Lagen, dadurch gekennzeichnet, daB es fol- 
gende Schritte umfaBt: 5 

a. Aufbringen eines vorher festgelegten 
Musters von Absorptionsmaterial (5) in Pulver- 
, Granulat- Oder Faserform auf eine bahnfOr- 
mige Tragerlage (1), zugefuhrt von einer 10 
Zufuhrungstrommel (10); 

b. Binden des aufgebrachten Absorptionsma- 
terials (5) auf die Tragerlage (1) durch Hitze; 

c. Aufbringen eines Webenden Materials in 
L&ngsstreifen (11) auf die bahnfOrmige Lage 15 
(1): 

d. Auftragen von zumindest einer we'rteren 
bahnfermigen Lage (2) uber den Aufbau, wobei 
die weitere Lage (2) mit der vorigen in Entspre- 
chung mit den Webenden Streifen (11) durch 20 
Zusammenpressen verbunden wird; 

e. falls erforderlich, Ausfuhren der Schritte a, 
bis £L ein- oder mehrmals, wobei die zuletzt 
aufgetragene bahnformige Lage (2) als Trftger- 
lage verwendet wird; 25 

f. LSngsschneiden des so erhaltenen bahrrfOr- 
migen Verbund-Aufbaus (21), und 

g. getrennt Wickeln in Rollen (24) der so erhal- 
tenen schmaieren Bahnen, welche benach- 
barte Absorptionskerne aufweisen. 30 

2. Verfahren, wie in Anspruch 1 beansprucht, dadurch 
gekennzeichnet, daB das Absorptionsmaterial (5) 
aufgebracht wird, nachdem es mit einem Bindemit- 

tel (4) in Pulver-, Granulat- oder Faserform 35 
gemischt wurde, wobei das Mittel durch Zufuhren 
von Hitze aktiviert (d.h. Webend gemacht) wird. 

3. Verfahren, wie in Anspruch 2 beansprucht, dadurch 
gekennzeichnet, daB das Bindemittel (4) ein ther- 40 
moplastisches Polymer umfaBt. 

4. Verfahren, wie in Anspruch 3 beansprucht, dadurch 
gekennzeichnet, daB das thermoplastische Poly- 
mer aus der Gruppe von Polypropylen, Polyethylen 45 
und Ethylenvinylacetat gewahlt ist. 

5. Verfahren, wie in Anspruch 1 beansprucht, dadurch 
gekennzeichnet, daB ein Bindemittel (4), welches _ 
durch Zufuhren von Hitze aktiviert werden kann, so 
aufgebracht wird in Form von Pulver, Granulat oder 
Fasern und nach dem gleichen Muster wie das 
Absorptionsmaterial, direkt Ober die Tragerlage (1, 

2, 3) Oder uber ein schon aufgebrachtes Absorpti- 
onsmaterial (5). 55 

6. Verfahren, wie in Anspruch 1 beansprucht, dadurch 
gekennzeichnet, daB, urn das Absorptionsmaterial 
(5) auf die Tragerlage (1) zu binden, die Oberfiache 



des Absorptionsmaterials (5) mit Dampf, der das 
Material klebend macht, aktiviert wird 

7. Verfahren, wie in den Anspruchen 1 bis 6 bean- 
sprucht, dadurch gekennzeichnet, daB das Absorp- 
tionsmaterial, in Pulver-, Granulat- oder Faserform, 
mindestens ein superabsorbierendes Polymer 
(SAP) enthSH. 

8. Verfahren, wie in den Anspruchen 1 bis 7 bean- 
sprucht, dadurch gekennzeichnet, daB das Material 
der Trfigerlagen (1, 2, 3) aus der Gruppe von 
Gewebe, Vlies, synthetischem Film, Seidenpapier, 
luftgelegtem Papier gewahlt ist. 

9. Vorrichtung zum Herstellen eines bahnfOrmigen 
Absorptionszwischenproduktes (21), das Absorpti- 
onsmaterialien in Pulver-, Granulat- oder Faserform 
enthait, sandwichartig angeordnet zwischen Tra- 
gerlagen, dadurch gekennzeichnet, daB sie umfaBt: 

■ mindestens zwei ZufOhrungstrommeln (10, 20, 
30) eines bahnfOrmigen Tragermaterials (1 , 2, 
3); 

- mindestens einen Spender (6) zum Aufbringen 
eines vorher festgelegten Musters von Absorp- 
tionsmaterial (5) in Pulver-, Granulat- oder 
Faserform auf eine Lage von bahnfOrmigem 
Material (1, 2), die von einer der Trommeln 
abgewickelt und zugefuhrt wird; 

- Mittel (8), welche H'rtze zufuhren, urn das 
Absorptionsmaterial (5) auf die Lage (1, 2), auf 
die es aufgebracht wurde, zu binden; 

- Spendermittel (9) zum Aufbringen eines We- 
benden Materials in Langsstreifen (11) auf die 
Lage (1,2); 

- Pressmittel (18, 19), urn eine weitere bahnfor- 
mige Lage (2, 3) aufzutragen und diese mit der 
vorigen zu verbinden; 

- einen oder mehrere Schneider (22), urn das so 
erhaltene Bahn-Produkt (21) in schmalere Ver- 
bund-Bahnen ISngszuschneiden; 

- Aufnahmemitte! zum Aufwickeln der schmaie- 
ren Verbund-Bahnen, welche benachbarle 
Absorptionskerne aufweisen, in Rollen (24). 

10. Vorrichtung, wie in Anspruch 9 beansprucht, 
dadurch gekennzeichnet, daB der Spender (6) eine 
Mischung aus einem Absorptionsmaterial (5) und 
einem Bindemittel (4) abgibt. 

11. Vorrichtung, wie in Anspruch 9 oder 10 bean- 
sprucht, dadurch gekennzeichnet, daB sie Mittel 
(7A, 7B) umfaBt. urn gezielt und lokal das Absorpti- 
onsmaterial (5) zu entfernen, urn gewOnschte 
Muster von d m Absorptionsmaterial (5) zu erhal- 
ten. 
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Revendlcations 

1 . Precede de fabrication d'un produit absorbant inter- 
m6diaire en forme de bande continue comprenant 
un materiau absorbant sous forme de poudre, gra- s 
nule ou fibre, place entre des feuilles de retenue, 
caracterise en ce qu'il comprend les etapes consis- 
tant a : i 

a. deposer, sur une feuille de support en forme to 
de bande (1) alimentee depuis une bobine 
d'alimentation (10), un module predetermine 

de materiau absorbant (5) sous forme de pou- 
dre, granule ou fibre ; 

b. lier, au moyen de chaleur, ledit materiau is 
absorbant depose (5) a la feuille de support (1) 

c. deposer des bandes longitudinales (1 1) d'un 
materiau adhesif sur ladite feuille en forme de 
bande (1) ; 20 

d. appliquer au moins une feuille en forme de 
bande supplemental (2) sur I'ensemble joi- 
gnant ladite feuille supplemental (2) a la pre- 
cedents en correspondance avec lesdites 
bandes adhesives (1 1 ) , par compression ; 25 

e. si n6cessaire, realiser une ou plusieurs fois 
les etapes allant de a a d en utilisant la der- 
niere feuille en forme de bande appliquee (2) 
comme feuille de support ; 

f. fendre longitudinalement I'ensemble compo- 30 
site en forme de bande (21) ainsi obtenu. et 

g. enrouler separement, pour former des rou- 
leaux (24), les bandes plus etroites ainsi obte- 
nues qui comprennent des coeurs absorbants 
adjacents. 35 

2. Proc^de tel que revendique dans la revendication 

1 , caracterise en ce que ledit materiau absorbant 
(5) est depose apr&s avoir ete melange a un agent 

de liaison (4) sous forme de poudre, granule ou <o 
fibre, ledit agent etant active (c'est-a-dire rendu col- 
lant) en appliquant de la chaleur. 

3. Proc6de tel que revendique dans la revendication 

2, caracterise en ce que ledit agent de liaison (4) 45 
comprend un polymere thermoplastique. 

4. Proc&te tel que revendique dans la revendication 

3, caracterise en ce que ledit polymere thermoplas- 
tique est choisi dans le groupe constitue par : poly- so 
propylene, polyethylene et acetate d'&hylene et de 
vinyl e. 

5. Proc&Je tel que revendique dans la revendication 

1 , caracterise en ce qu'un agent de liaison (4), qui 55 
peut etre active en appliquant de la chaleur, est 
d6pos6 sous forme de poudre, granules ou fibres et 
avec le m§me modele de materiau absorbant, 
directement sur la feuille de support (1 , 2, 3), ou sur 
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un materiau absorbant deja d6pos6 (5). 

6. Proc6d6 tel que revendique dans la revendication 
1, caracterise en ce qu'afin de lier le materiau 
absorbant (5) a la feuill de support (1), la surface 
du materiau absorbant (5) est activee au moyen de 
vapeur qui rend le materiau collant. 

7. Proc6de tel que revendique dans les revendications 
1 a 6, caracterise en ce que ledit materiau absor- 
bant, sous forme de poudre, granule ou fibre, com- 
prend au moins un polymere superabsorbant 
(SAP). 

8. Proc6d6 tel que revendique dans les revendications 
1 a 7, caracterise en ce que le materiau desdites 
feuilles de support (1, 2, 3) est choisi parmi le 
groupe constitue par : tissu tisse, tissu non tisse, 
film synthetique, papier de soie, papier a couche 
appliquee par jet d'air. 

9. Appareil pour fabriquer un produit absorbant inter- 
mediate en forme de bande (21) incluant des 
materiaux absorbants sous forme de poudre, gra- 
nule ou f ibre, en sandwich entre des feuilles de sup- 
port, caracterise en ce qu'il comprend : 

- au moins deux bobines d'alimentation (10, 20, 
30) d'un materiau de support en forme de 
bande (1,2, 3); 

- au moins un element de repartition (6) pour 
deposer un modele predetermine de materiau 
absorbant (5) sous forme de poudre, granule 
ou fibre sur une feuille de materiau en forme de 
bande (1 , 2) deroulee et alimentee depuis I'une 
desdites bobines ; 

- des moyens (8) fournissant de la chaleur pour 
tier ledit materiau absorbant (5) a ladite feuille 
(1, 2) sur laquelle it a ete depose ; 

- des moyens de repartition (9) pour deposer 
des bandes longitudinales (11) d'un materiau 
adhesif sur ladite bande (1,2); 

- des moyens de pression (18. 19) pour appli- 
quer une feuille en forme de bande supplemen- 
tal (2, 3) et la joindre a la ptecedente ; 

- un ou plusieurs coupeurs (22) pour diviser lon- 
gitudinalement le produit en bande ainsi 
obtenu (21) afin d'obtenir des bandes composi- 
tes plus etro'rtes ; 

- des moyens collecteurs pour former en rou- 
leaux (24) lesdites bandes composites plus 
etroites comprenant des coeurs absorbants 
adjacents. 

10. Appareil tel que revendique dans la revendication 9, 
caracterise en ce que ledit element de repartition 
(6) deiivre un ntelang form6 d'un materiau absor- 
bant (5) t d'un agent de liaison (4). 
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1 1 . Appareil tel que revendiquG dans la revendication 9 
ou 10, carad6ris6 en ce qu'il comprend des 
moyens (7A, 7B) pour retirer localement et s6lecti- 
vement I edit materiau absorbant (5) afin d'obtenir 
1 des modules d6sir£s dudit mat6riau absorbant (5). 5 
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